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APPARATUS FOR PRODUCING HONEYCOMB
| - PANELS

BACKGROUND OF THE INVENTION

This invention relates to apparatus for producing
honeycomb panels, and more particularly, to apparatus
which enables continuous production of honeycomb
panels and thereby improves productivity.

The honeycomb panel, as shown in FIG. 6, is a panel
material which consists of a honeycomb core C formed
of light metal foil or paper, sandwiched between two
thin plates B of steel, light metal or plastics bonded
together. The honeycomb panel used as a structural
material is known for its light weight and very high
resistance against bending. Such honeycomb panels
have been manufactured, as shown in FIG. 7A, by plac-
ing on a table 71 a2 work W consisting of a honeycomb
core C sandwitched between two thin plates B, B with
thermosetting bonding agent applied therebetween;
surrounding the work W with a plurality of frame mem-
bers 74 and wrapping the entire assembly in a vacuum
bag 72; putting the wrapped assembly in an autoclave
75, as shown in FIG. 7B; evacuating the interior of the
vacuum bag 72 to apply atmospheric pressure on the
work W and bind the honeycomb core C and the thin

plates B together; and, in this condition, heating the

interior of the autoclave 75 to harden the thermosetting
adhesive between the honeycomb core C and the thin
plates B.

This method, however, processes the honeycomb
panels by a batch system, in which the autoclave is
stopped to be heated every batch to replace processed

works with new unprocessed ones. Therefore, at a time

S

10

15

20

25

30

33

of starting next batch, it takes a fairly long time for the

autoclave to raise a temperature to a necessary level for
processing the works. This time loss lowers signifi-
cantly the productivity and raise costs for production.
Also, since the autoclave is very expensive, costs for an
equipment are high.

SUMMARY OF THE INVENTION

An object of this invention is to provide apparatus for
producing honeycomb panels which allows continuous
processing of the honeycomb panels instead of the con-
ventional batch processing.

Another object of this invention is to provide appara-
tus for producing honeycomb panels which improves
productivity by employing a continuous processing.

A further object of this invention is to provide appa-
ratus for producing honeycomb panels which needs not

an expensive equipment such as an autoclave to reduce

costs for building and running the equipment.

According to this invention, the above objects can be
achieved by an apparatus which comprises a heating
chamber isolated by a wall from external air, and a
plurality of drawout trays capable of being individually
inserted into and withdrawn from the heating chamber
through a plurality of openings formed in the wall.
Each of the drawout trays has a work accommodating
chamber connected to a vacuum source, a top opening
of which can be hermetically closed by a flexible sheet
that can be opened and closed. Also each drawout tray
has block plates at the front and rear ends thereof for
closing the opening in the wall at every terminal posi-
tions when the drawout tray is inserted into and with-
drawn from the heating chamber.
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In the above apparatus, a plurality of drawout trays -
can independently be inserted into and withdrawn from
the heating chamber while the heating chamber keeps
to be substantially isolated from external air. Thus, it is
possible without stopping a heating operation of the
heating chamber to withdraw the drawout trays from
the heating chamber to replace the heat-treated work in
the tray with an unprocessed work and insert the loaded
trays into the heating chamber for heating, these steps
being carried out continuously. Therefore, a continuous
production of honeycomb panels is possible without
stopping the heating operation of the heating chamber.

'BRIEF DESCRIPTION OF THE DRAWINGS

FIG. 1 is a perspective view of an apparatus for pro-
ducing honeycomb panels as one embodiment of this
invention, with a part of the outer wall removed;

FI1G. 2 is an schematic view of the apparatus for
producing honeycomb panels of FIG. 1;

FIG. 3 i3 a perspective view of a drawout tray in-
stalled 1n the apparatus for producing honeycomb pan-
els of FIG. 1;

FIG. 4 is a plan view of the drawout tray of FIG. 3;

FIG. § is a cross-sectional view taken along the line
V—V of FIG. 4;

FIG. 6 is a perspective view of a honeycomb panel
shown 1n a condiiion of a honeycomb core and two thin
plates separated one another;

FIG. 7A is an explanatory view showing an example
of a conventional apparatus for producing honeycomb
panels; and

FIG. 7B is an explanatory view showing the conven-
tional apparatus of FIG. 7A inserted in an autoclave.

DETAILED DESCRIPTION OF THE
- PREFERRED EMBODIMENTS

Referring to FIG. 1 and FIG. 2, reference numeral 1
represents a frame formed like a box, in which a parti-
tion plate 2 is installed to form a heating chamber 3 and
a circulation passage 4, the former being arranged be-
neath the latter. In the circulation passage 4, a heater 5
and a circulation fan 6 are provided. The fan 6 forcibly
circulates the air heated by the heater 5§ through the
circulation passage 4 into the heating chamber 3. In this
embodiment, a Silocco fan is used as the circulation fan
6 to feed a large volume of heated air through a plural-
ity of distribution plates 7 to form laminar flows enter-

~ ing uniformly into the heating chamber 3. Filters 8, 9
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are provided at the inlet and outlet of the heating cham-
ber 3 to remove dust in the heated air.
In this embodiment, the heating chamber 3 is heated

- by blowing the hot air heated by the heater 5 provided

33

outside the heating chamber 3 through the circulation
passage 4 into the heating chamber 3. The heating
chamber 3 may be heated by other systems. For exam-
ple, instead of providing the heater or circulation pas-
sage outside the heating chamber, the heater may be
installed inside the heating chamber to heat directly the
air inside. In this direct heating system, it is desirable to
provide an agitator inside the heating chamber to agi-
tate or circulate the air.

In the heating chamber 3, a plurality of drawout trays
10 are provided to be spaced from one another and

" arranged so as to cross a direction of the hot air flow.

65

Each of the drawout trays 10 has grips 10g, by which it

‘can be taken out of and into the heating chamber 3. The

plurality of drawout trays 10 are preferably arranged in

- multiple rows and tiers for effective utilization of the
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space and for better handling. In this embodiment a
total of 18 trays are arranged in two rows and in nine
tiers. The drawout trays 10 can individually be inserted
into and withdrawn from the heating chamber 3 by
passing their bodies through openings 12 formed in a
wall 11 separating the heating chamber 3 from the ex-
ternal air.

FIGS. 3, 4 and § show details of one of the drawout
trays 10. The drawout tray 10 has a work accommodat-
ing chamber 13 in its body portion which is formed by
a bottom plate 14 and hollow frame members 15 secured

.

10

to the four sides of the bottom plate 14. The work ac-

commodating chamber 13 can be hermetically closed

on its top opening by a flexible sheet 16 which can be.

opened and closed, one side of which is secured to the
frame member 15 on the rear side. The flexible sheet 16

is preferably formed of a heat resistant plastic material

as which, in this embodiment, a silicone rubber is used.
Each of the frame members 15 surrounding the work
accommodating chamber 13 forms an exhaust passage
17 therein. A large number of exhaust holes 18 are
formed in the inner wall of the frame member 15 and
communicate with the exhaust passage 17. The exhaust
passage 17 of the frame member 15 on the rear side
communicates with a vacuum equipment not shown
through a valve 19. Thus, when the vacuum equipment
is operated, three sides of the flexible sheet 16 adhere to
the upper surfaces of the frame members 15, to generate
a vacuum in the work accommodating chamber 13.
The drawout tray 10 has block plates 22, 23 secured
to the front and rear ends, respectively, which are like
a flange to extend vertically beyond the top and bottom
of the work accommodating chamber 13. The block
plate 22 at the front end also extends widthwise from
both sides of the work accommodating chamber 13, like
a flange. Of these two block plates 22, 23, the front
block plate 22 closes the opening 12 in the wall 11 when
the drawout tray 10 is inserted into the heating chamber

3 to the most inner position. The rear block plate 23

closes the opening 12 in the wall 11 when the tray 10 is
withdrawn from the heating chamber 3 to the most
outer position.

The drawout tray 10 has a pair of rollers 20, 20 on
each of both sides which are engaged with guide rails 21
secured to a frame of the heating chamber 3. Hence, the
drawout tray 10 can be moved to and fro along the
guide rails 21. Although, in this embodiment, the rollers
20 are attached to the tray 10 and the guide rails 21 are

mounted on the frame, it may reverse the arrangement

so that the rollers 20 are attached to the frame and the
guide rails 21 are mounted on the tray 10.

A work W contained in the work accommodating
chamber 13 of the drawout tray 10 for heat treatment
consists, as shown in FIG. 6, of a honeycomb core C
and two thin plates B, B made of steel, light metal or
plastics which sandwich the honeycomb core C there-
between to be bonded together with thermosetting
adhesive such as epoxy resin or the like. The thermoset-
ting adhesive may be used in a paste-like state to be
applied to both surfaces of the honeycomb core C or
may be used in a half-solidified sheet-like state to be
interposed between the honeycomb core C and the thin
plates B.

- When placing such a work W in the work accommo-
dating chamber 13, the drawout tray 10 is withdrawn
from the heating chamber 3. Then, to harden the ther-
mosetting adhesive on the work W, the tray 10 is in-
serted into the heating chamber 3 and the work accom-
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modating chamber 13 containing the work W is evacu-
ated to form a vacuum. As shown in FIGS. 4 and 35,
when the work accommodating chamber 13 i1s evacu-
ated, the flexible sheet 16 acts to apply a pressing force
by atmospheric pressure to the work W to clamp the
thin plates B and the honeycomb core C tightly to-
gether. In this condition the work W is heated to harden
the thermosetting adhesive, thus forming a honeycomb
panel with the thin plates B and the honeycomb core C
securely bonded together.

As mentioned above, the apparatus for honeycomb
panels according to this invention allows the drawout
trays to be individually operated to be inserted into or
withdrawn from the heating chamber. Further at the
inserting and withdrawing operation of the drawout
tray, the block plates provided at the front and rear ends
of the tray virtually isolates the heating chamber from
the external air, so that a heating operation of the heat-
ing chamber need not be stopped during the inserting
and withdrawing operation of the tray. That is say,
while the heating operation continues without stopping
the heater and the circulation fan, it is possible to with-
draw the drawout tray out of the heating chamber,
replace the heat-hardened work in it with an unpro-
cessed work, and insert it again into the heating cham-
ber. In this way, the apparatus of this invention permits
a continuous processing of honeycomb panels while
keeping the heating equipment in operation, thereby
enhancing productivity. Also, the apparatus of this
invention allows not to use an expensive autoclave.

What 1s claimed is:

1. Apparatus for producing honeycomb panels com-
prising:

a heating chamber isolated from external air by a

wall; and -

a plurality of drawout trays capable of being individ-
ually inserted into and withdrawn from the heating
chamber through a plurality of openings formed in
the wall; whereby each of the drawout trays has a
work accommodating chamber connected to a
vacuum source, a top opening of the work accom-
modating chamber being hermetically closed by a
flexible sheet that can be opened and closed, and
block plates at the front and rear ends for closing
the opening in the wall at every terminal positions
when inserted and withdrawn.

2. Apparatus for producing honeycomb panels as set
forth in claim 1, wherein the plurality of drawout trays
are arranged in multiple rows and tiers with gaps there-
between. | |

3. Apparatus for producing honeycomb panels as set
forth in claim 1, wherein a large number of exhaust
holes are formed in an inner wall of the work accommo-
dating chamber of each drawout tray and communicate
with an exhaust passage which is connected to the vac-
uum source. |

4. Apparatus for producing honeycomb panels as set
forth in claim 1, wherein each of the drawout trays can
be inserted into and drawn out of the heating chamber
through rollers and guide rails engaging with the rol-
lers. ' |

5. Apparatus for producing honeycomb panels as set

forth in claim 1, wherein the flexible sheet on each of

the drawout trays is formed of heat resistant silicone
rubber. |

6. Apparatus for producing honeycomb panels as set
forth in claim 1, wherein the heating chamber is con-
nected with a circulation passage in which a heater for
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heating air and a fan for circulating the hot air are in-  opsists of a honeycomb core sandwitched between

stalled. o . :
7. Apparatus for producing honeycomb panels as set two thin plates bonded together with thermosetting

forth in claim 1, wherein a work placed in the work adhesive.
accommodating chamber of each of the drawout tray 5

* *k kX %
10
15
20
25

30

35

435

30

33

635



	Front Page
	Drawings
	Specification
	Claims

